TD / Engineering and Fabrication Specification # 5520-TR-333264

April 26, 2000
Rev. None
er @i National Accelerator Laborat
il
EDS M E1/2 PANEL Dj
FR-4 BA ING
I TRAVELER I
I I I
Reference Drawing(s)
Endc uon Chamb 1/2 Final A ny
5520-M
Endc n Chamb e Pand A y
5520-M E-868121
Budget Code: Mt Code: —
Released by: Date:

Prepared by: M. Hubbard, B. Jensen, L. Lee
Signature E Date

TD/E&F Proc&&ermg
/Designee

TD/E&FCMSA - m
ith/Designee

TD/E&F Techno hySICIStS
Olgg Prokofiev/Designee
TD/CMSProjec I

polllnarllD&agnee_

CMSMEL/2 Anode Panel Gluing Panel Seria No.

Page 1 of 19



TD / Engineering and Fabrication Specification # 5520-TR-333264
April 26, 2000
Rev. None

Revision Page

Revision  Step No.

None N/A Initial

Revision Description TRR No. Date
a " o
[

IHEP [IHER
IHEP
IHEP [HEP

IHEP
IHEP
IHEP

CMSMEL/2 Anode Panel Gluing Panel Seria No.
Page 2 of 19




TD / Engineering and Fabrication Specification # 5520-TR-333264
April 26, 2000
Rev. None
Ensure appropriate memos and specificinstructions are placed with thetraveler beforeissuing the sub traveler binder to
production.

) N &5 &
11 White (Lin (Fermi stock 2250- itfile Gloves (Fermi sto ) shall be worn by
all personnel when hamdling all product parnts after thejparts have been prepared/ .
12 All steps that reguire asign-off shall incluwmnllnspectorsfirst itialfand full last name.

EP

13 No erasur i t will be permitted t tation. All incorr datashall be
corrected by plaging asingle line through the err@r, initial and date the error beforie adding the correct
data.

14 All Discrepancy Reportsissued shall be recorded in the left margin next to the applicable step.

[ [

15 All personnel performing stepsin this traveler must have documented training for thistraveler and
associated operating procedures.

16 Personnel shall perform all tasks in accordance with current applicable ES& H guidelines and those
specified within the step

g serviced or
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18 Never handp ything over a panel as dfopped items may damage the panel.

20 Parts Kit List

21 Attach the com
number on the

ed Parts Kit List for the CMS/Anode Panel Gluing to thistraveler. Ensure that the serial
ts Kit List matches the serial number of thistraveler. Verify thatthe Parts Kit received is

| I

complete.
I |
Process Engineering/Designee Date
30 Panel Preparation (Side #2)
Completed
31 Acquire the Anode Panel (ME-368311) as per the Panel Serial Number at a

a

the bottom traveler.
32 Cleanthe ith Ethyl Alcohal ( #1920-0600)
and alow it wipe ( i Stk No. 1660-2500) to remove any dirt, dusts,
oils, and other fareignimaterial on the panel
33 Install the sition Measuring Device y (MD-368990) onto th

When inst k Positioning Tooli e expanding bushin
relaxed before installing into the panel. Also, enstire the aluminum spool isfully inserted
into the tooling Before tightening the rubber bushing.

|HEP

CMSMEL/2 Anode Panel Gluing Panel Seria No.
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Rev. None
51— ,<&—Ensureialufhindim spool is fully insefted
,ﬁ"{/ %f’ into thejtoaling before tlghtenlnw}er
MU pushine

Side View of
Installed Mark
Positioning Tooling

into panel

Ensure expanding rubber bushing I I
is fully relaxed prior to insertion
I

Top View (panel narrow view)
(for reference only!!
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CMS Mark Tooling Assy
(MD-368990)

34 M easure theypanelgameirecord the measuremenisiemivieasurement Form 5520zskivi=8884#%6 a
and attach the completed form to thistraveler.

Technician(s)
I

CMSMEL/2 Anode Panel Gluing

Date

IHEP

Panel Serial No.
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TD / Engineering and Fabrication Specification # 5520-TR-333264

35 Using two Short Circuit Tester Units, check all five strip connector circuits. Starting
from the left of the serial number, place a Short Circuit Tester on Circuits #1
and #2.

Note(s):
Ensureth rongson each side ripsasshown
inthediagE. I I
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351 IfgoR REEN lights activate, then continue checking the balance

cuit Fail
Circuit #1
lrcuit #2
+ Circuit #2
———"€ircuit #3

Circuit #3
* Circuit #4

Circuit #4

+ . .
I E rcuit #5

After m r tsare completed infor pefvisorof any failures.
If all pass ¢ontinue

Note(s):

il

Technici Date
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Completed
36 Transport the Anode panel to the Wire Fixatign Bar Installation station.
3.7 Acquireth ing Anode panel FR-4 p |ean with Ethyl Alcohola a
(Fermi Stk.'Ne™#1920-060000) and Texwipe 2.5”) Natural Wipes
(McMast ove any dirt, dusts, foreign material.
2ea = Anode LHWE
2ea - Anode Fixation Bar, LHC
2ea Anode LHNE
2ea MB- Anode Fixatign Bar, RHWE
2ea MB- Anode Fixatign Bar, RHC
2ea Anode RHNE
4ea MA-368305 Gas Sleeve
18ea - Pins( Bars) I
38 Clean the Protection Strip Set Assy’s (MD-368847) for both sides with Ethyl Alcohol a
(Fermi Stk No. 1920-0600) and alow-lint wipe (Ferm Stk No. 1660-2500).
39 a0

CMSMEL/2 Anode Panel Gluing

Panel Serial No.
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TD / Engineering and Fabrication

310 Install the Fixatien Pins (MA-368250 [18 ed]) i anel.
311 Install the ion Bars LHWELHC, E, RHC, and RHNE m
Fixation Pips in the papel in accordance with drawing Flgure 1.
Note(s): I I I
When inst alii ireFixation Bars, v i thelocation
by verifying placement of Wire Fixation Bar end anglesand Wire Fixation
Bar solder
Figurel
RHWE
RHC ]
312 . . I
each of the iRl holes — —
313 Install the Protection Strip Set Assy’ s onto the Wire Fixation Bars and secure to the panel.
Ensure the Protection Strip Set Assy is mounted flush to the panel.
Tmhnidﬂ & - &
I I ]
CMSMEL/2 Anode Panel Gluing Panel Seria No.
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TD / Engineering and Fabrication

40 Panel Preparation (Side #1)

41 Rotate the Panel 180°.
4.2 Install the ion Bars LHWE, LHC, %E, RHC and RHNE, u
the Fixatiop Pinsin the panel in accordance with drawing Figure 1.
Note(s): I I I
When inst gl ireFixation Bars, v i t thelocation
by verifying placement of Wire Fixation Bar end anglesand Wire Fixation
Bar solder
Figurel
RHWE
ﬂ RHC ]
% RHNE
LHWE
43 Place Post-Wn Stk No. 13%1310lee| ent) Flags over —
each of the Fixation pin holes.
Technician(s) Date
] ] [ ]
CMSMEL/2 Anode Panel Gluing Panel Seria No.
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April 26, 2000
Rev. None
5.0 Panel Gluing (Side#1)
Completed
51 Remove the Mike Fixation Bars from the pan transport them to the linear Gluing a
Note(s):
Ensuretheholding brackets ar e clean befar e uging.
52 Place the n onto the holding ingthe3/1L-1, 3/1 a
and 3/1 L-3 on one bracket and the 3/1 R-1, 3/1 R-2 and 3/1 R-3 on the other.
53 Perform test to define speed of linear Gluing MJinejust prior to applying glue. I a
531  Prepare and weigh an empty cup. a
I ]
532  Set Pressureto 40 psi and Vacuum to 1psi. a
533  Turnthe Machine to automatic mode and dispense epoxy into the cup a
534 cup with the epoxy in it ptract the weight of the e p a
to'd e weight of the epoxy:
535  USing the average depth of the grm the Wire Fixation Iars ld I a
t i he glue, find the pr the Charts located
Gluing ES (ESXXXXXX).
54 Place tape over the outer ends of the barsto pth glue from getting on the edi. a
Note(s):
Thegluefrom the Linear Gluing Machine must be dispensed down the middle
of the Wir elRixatiomBer s. ] ]
55 According to the Operating Procedure, run the Linear Gluing Machine, dispensing glue a
down the middle of one set of bars, move the head over to the other side, reverse
itsdirection of travel and dispense glue down the middle of the other set of bars
5.6 Transport the glue applied to . a
Technician(s) Date
CMSMEL/2 Anode Panel Gluing Panel Seria No.
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Note(s):
Ensurethoseareas, which requirethe absence of glue be covered
duringthe abplying segment. a

57 Install the W atfon Bars onto the Anol :

Note(s):
Ensureco t of the Fixation

IHEP

58 Place Post i Stk No. 1330-1310 ivelent) Flags over
all the seams.
59 Install the Gas Sleevesinto the narrow end of the panel.
| ]

510 Apply asmall amount of epoxy to the outer edge of the gas sleeve.

Note(s):

Ensurethat the gas sleeve through hole remainsfree of epoxy

duringthisg

Ensuretheg

applying the'gpo

Technician(s) Date

| I ]

CMSMEL/2 Anode Panel Gluing Panel Seria No.
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April 26, 2000

Rev. None

Completed

511 Install the Protection Strip Set Assy’ sto the topside of the panel and secure a
to the panel re the Protection Strip Set is mounted flush to the p.

512 Transport el totheClamp T D-368786) and inst a

totheCl eAssy.
513 Clampon tl of le Je Fixation Barswith€l bars,|then pressurize the M a
5Psl for 1 um. Check to be ping barisin alig
with the Fixati ore pressurizing. ime the panel waspl
under pressure ifi the box below.
Date Pressure
]

Star
Finish

514 After 16 ho hni mum, release the pressur, p bar. a

515 Takethe off and remove the rom over the pins a
Reinstall the Strip SetAssy onto the panel.

5.16 Remove ff the Wire Fixati om seeped out on the a

through the pin holes.

Technician(s) I Date I

I

IHEP
IHEP
IHEP
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TD / Engineering and Fabrication

6.0 Panel Gluing (Side #2)
6.1 Remove pa om clamping table, rotate it 18@%s0 side #2 isfacing up and install
back on the table a
6.2 Remove the Protection Strip Set Assy from the topsi f the panel.
6.3 Remove the Wirg Fixation Bars from the p tr ort them to the Iinem
Machine ( :
Note(s):
Ensurethe holding brackets are clean befor e using.
6.4 Place the Bars face down onto the holding brackets, keeping the 3/1 L-1, 3/1L-2,
and 3/1 L-3'6AoneBracket and the 3/1 R-1, FARIPEAGS/1 R-3 on the other, M
6.5 Perform test to define speed of linear Gluing Machine just prior to applying glue.
651  Prepare and weigh an empty cup.
6.53  Tdrnthe Machine to automatic made dispense epoxy into the ¢up
for 30 seconds.
6.54 1 with the epoxy ini t the weight of the
to determine the weight of the epoxy. I
655 U age depth of the gr the Wire Fixation
the weight of the glue, find the proper speed on the Charts located in the
G@XXXXX). & [ ]
6.6 Place tape over the outer ends of the barsto prevent glue from getting on the edge.
Note(s):
mensed - mid&
6.7 i luing Machine, dispensing,glu
to the other side, reyerse
of the other set of Bars
6.8 Transport the glue applied to II e
Date
I I ]
CMSMEL/2 Anode Panel Gluing Panel Seria No.
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Note(s):

Ensureth e

6.9 Install the Wire Fixati BarsontotheAnom a
Note(s): m m

Ensure correct placement of the Fixation Bars

(Fermi St No. # 1330-131000 (Ied) or equivalent) Flags over I a

611  Apply asnialFamelRtior epoxy to the outer’EdgeOrtegas sleeve.

6.10

Q

Note(s):
Ensurethat the gas sleeve through hole remainsfree of epoxy
during thisprocedure

eves are settled properlyMassleeve holeﬁbefﬂ

Epoxy

|HE

|

Technician(s) Date

IHEP
IHEP
IHEP

CMSMEL/2 Anode Panel Gluing Panel Seria No.

Page 13 of 19



TD / Engineering and Fabrication Specification # 5520-TR-333264

April 26, 2000
Rev. None
Completed
6.12 Install the Protection Strip Set Assy’ s onto the Wire Fixation Bars and secure to the panel. a
Ensure the tion Strip Set Assy ismou ush to the panel.
6.13 Transport el totheClamp T -368786). a a
6.14 Clamp on t@p of the Wire Fixation Bars withi¢l bars,|then pressurize the ar t a
5psi for 16 Aoursimini mum. Check to be sur@that fthe clamping bar isin alignment with
the Fixatio pressurizing. Recor e panel was placed re
in the box
Date Time Pressure I i
Start |
I ]
Finish
6.15 0
6.16 s. 0
6.17 Remove exgess Epoxy off the Wire FixationBarsif any seeped out on the edges a
through thelpi
Technician(s) Date
[ [ [ ]
I I ]
CMSMEL/2 Anode Panel Gluing Panel Seria No.
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7.0 Fixation Bar Measurement (Side #2)

Completed

71 Remove pi m clamping table and tran 0 the Fixation Bar Measurement Station. a

72 Remove th ion Strip Set Assy (MD- m the topside of the& a

73 Inspect th n Bars to make sur@thergare no drops of epoxy on the a

soldering

a

er /Dial Indicator, eight of the fixation

74 UsingaD

ddle and End) of th n Bars.
The measurement must be within arange of 0.186” t0 0.194”.
[ [

Note(s):
M easurementsthat are out of range need to beindicated in the table below in RED
ink showing the actual measurement.

Points of Measurement

CMSMEL/2 Anode Panel Gluing Panel Seria No.
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75 Indicate side being measured: Striplj Non-Striij

Date

CMSMEL/2 Anode Panel Gluing Panel Seria No.
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April 26, 2000
Rev. None

80 Fixation Bar Measurement (Side #1)

Completed

81 Rotatethep 80° so side #1 faces up. a

82 Removeth ion Strip Set Assy’s (M E@om the topside of th a

83 I nspect theWirelixation Bars to make suretthereare n@ drops of epoxy on the a
soldering pads.

84 UsingaD er /Dial Indicator, eight of the fixation a

narrow end |eft side continue downside

across wide, back to narrow. The measurements Will be taken on outside of thew

End, Middleand En e Fixation Bars.

The measurement must be within arange of 0.186” t0 0.194”.
I I

EP

Note(s):
M easurementsthat are out of range need to beindicated in the table below in RED
ink showing theactual measurement.

Points of Measurement I

CMSMEL/2 Anode Panel Gluing Panel Seria No.
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April 26, 2000
Rev. None
85 Indicate side being measured: Striplj Non-Striij
P Fail Fail
4
5
6
T e —
8
9 18
isor of any failures. &

Date

86 Transport

Technician(s) Date

CMSMEL/2 Anode Panel Gluing Panel Seria No.
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9.0 Production Complete

luing Traveler (5520-TR-333264) is accurate and

) ensure that all operationghavélbeen completed
, Nonconformance Repors, Repair/Rework Forms,

the Responsible A onformance before

XXX 91 Process Enginegering verify that the Anode P
complete. T 5
and signed
Deviation

being appreved
CommentsI I I

rethat all Discrepancy
ispositions have bee

H
IHE

ProcessE g/Designee Date
100 Attach the Process ‘OK to Proceed” T el.

[ |
. i I I I Date
110 Proceed to the next Ibly operation as rqu I
I I ]
I I ]
CMSMEL/2 Anode Panel Gluing Panel Seria No.
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